the strip and extending parallel to the strip surface, a long gap 
results corresponding to the width of the blast nozzle bars so that 
here the desired split flow 31, 32 can be generated also. 

For a better understanding. Fig. 2 schematically shows the 
partition 12, 13 in order to indicate that by cooperation of the 
partition with the compressed gas buffer and the split flow 31, 32 
a separation of the dry area 34 with the finish- rolled strip from 
the damp area 35 of the roll stand is achieved. 

The embodiment illustrated in the drawing figures is only one 
possible application of the invention. It is, for example, 
possible to configure the blast nozzle bars, the number and 
arrangement of the blast nozzles as well as the configuration of 
the blast nozzle supports differently from the illustrated 
embodiment as long as in this case the basic principle of the 
invention, the configuration of an air cushion-like compressed gas 
buffer with a split flow at both surfaces areas of the strip, is 
maintained. Moreover, the compressed gas chambers formed above and 
below the blast nozzle bar are not necessarily required in order to 
realize the subject matter of the invention. Moreover, the method 
according to the invention as well as the device are also suitable 
and applicable for drying and keeping dry any desired profile 
sections. The corresponding constructive adaptation is within the 
skill of the artisan. 



Claims 



1. Method for drying and keeping dry especially rolled strip 
(cold- rolled strip) up to approximately 10 ram thickness, preferably 
less than 0.2 mm thickness, in the delivery area of cold-rolling 
and strip-rolling plants, in which, for separating the damp area 
(35) of the rolling mill relative to the further delivery area 
downstream of the last roll stand, the dry area (34) , a partition 
is arranged whose upper part above the strip (10) extends up to the 
stand platform and whose lower part below the strip (10) extends 
down to the base plate, characterized in that the strip (10) is 
subjected, by the ends of the partition (12, 13) facing the strip 
and its components (14, 15, 16, 16', 17, 17'), to a gas under 
pressure, preferably air, at a right angle to the strip surface 
from above and from below via blast nozzles (23) , so that across 
the entire strip width an air cushion- like compressed gas buffer is 
generated in the gap (30) between the ends of the partition (12, 
13; 14, 15) facing the strip and the upper and lower strip 
surfaces, the gap having a width of 0.1 to 1 mm, preferably 0.2 mm, 
and the compressed gas (33) is guided away above and below the 
strip (10) parallel to the strip surface in the form of a split 
flow (32) in the direction toward the rolling mill or the damp area 
(35) and of a split flow (31) in the opposite direction toward the 
dry area (34) . 

2. Method according to claim 1, characterized in that the 
compressed gas (33) is guided at a pressure of approximately 1 to 
10 bar, preferably of approximately 5 bar, from below and above 
onto the strip surface. 

3. Device for performing the method according to the preceding 
claims, comprised of a partition (12, 13) stationarily arranged 
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above and below the strip (10) whose upper part (12) above the 
strip (10) extends up to the stand platform and whose lower part 
(13) below the strip (10) extends down to the base plate, as well 
as a movable partition (16, 16', 17, 17') which extends the 
stationary partition (12, 13) by means of frames (14, 15) to a 
location closely above and below the strip surface, characterized 
by blast nozzle bars (18, 19) arranged at the end (16', 17') of the 
movable partitions facing the strip across the entire strip width 
having blast nozzles (23) oriented perpendicularly onto the strip 
surface and blast nozzle surfaces formed facing the strip and 
extending parallel to the strip surface. 

4. Device according to claim 3, characterized in that the length 
of the blast nozzle bars (18, 19) corresponds at least to the strip 
width and the width of the blast nozzle bars (18, 19) is 
approximately 10 mm to 500 mm, preferably approximately 60 mm. 

5. Device according to claim 3 or 4, characterized in that, per l 
m of blast nozzle bar length, approximately 250 blast nozzles (23) 
with a nozzle diameter of approximately 1 mm are arranged in the 
blast nozzle bars (18, 19) . 

6. Device according to claim 3, 4 or 5, characterized in that the 
blast nozzles (23) are arranged in the blast nozzle strips (18, 19) 
centrally relative to the blast nozzle bar width and successively 
transversely across the entire strip width. 

7. Device according to one or several of the claims 3 to 6, 
characterized in that the gap (30) between the surfaces of the 
strip (10) and the blast nozzle bar surfaces facing the strip has 
a width of O.l to 1.0 mm, preferably approximately 0.2 mm. 
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